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moulded on its end, with the parting line running down the centre line
PP, and the inside shape would be formed by a core.   The pattern would
be made as shown in Fig. 33, with
projecting  portions   A,   B,   and   C,
called core prints, integral with it.
The   mould,   shown   assembled   in
Fig.  34, is made up by the  usual
methods and, when the cope has been
rammed up and lifted, the pattern
withdrawn, and any patching neces-
sary has been done, a core of sand,
whose shape is equal to that of the
inside of the object plus the core prints, is placed in the drag.   The cope
is then replaced and the* mould completed ready for pouring.    When the
mould is poured the metal fills only the space
between the core and the inside of the mould.
After  the  casting  has   cooled   and  has  been
knocked out of the mould the core has to be
knocked out of the inside of the casting.    Great
care has to be exercised in placing the core in the
mould and it rqust be held securely between the
drag and cope, because if it is improperly placed,               pIG 33 _

or if it moves after the cope has been put on, then

the casting will be unduly thin in some places and unduly thick in others
and may be unserviceable. Cores
are commonly prevented from sag-
ging, or from lifting when the metal
is poured, by chaplets or studs in-
serted between them and the body
of the mould.

FIG. 34.

Core Boxes. The core itself is
made in a wooden or metal mould
called a core-box, that for the example
considered being shown in Fig. 35.
It is made in two parts dowelled together so that one half is registered
relative to the other half, and the shape of the core is formed as a recess
in each half of the box. The core
is made by filling the core-box
with suitable sand and ramming it
up as for a mould ; simple clamps
are used to hold the halves of the
box together during the ramming.
One half of the box is then lifted
off so that the core can be re-                         FIG. 35.

